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I BrRAZE T TEMS S & 4 BerUReE WELDING INTO T TeMS 1T & 2.

[TEMS T & 2 MUST NUT GU THRU BRAZE FURNACE.

c. BEND T TEM 3 APPRUX. AS SHUWN FUOR MAXIMUM CUNTACT
WL TH [ TEM 4

3. BEND ARC FUOR MAXIMUM CUNTACT WITH VALVE HEAT CLIP

(C —-2709-56) AT TIME OF INCORPORATION INTO CESIATOR
SUBASSEMBLY (D-2709-1) 1] :

4. TeST BRAZe D SUB-ASSEMBLY FUR FULL FLOW THRUOUGH BeNT \ﬁi>
TUBe I TeEM S BeErFURE WELDING INTOH FLANGE.

SLACH PF/90-649-92-ROMUDIFTED




